JTTEES 18:519-524
DOI: 10.1007/s11666-009-9336-z
1059-9630/$19.00 © ASM International

<

A New Application of Thermal Spray
in Preparation of Metallic Membrane
for Concentration of Glucose Solution
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Wire arc spraying has recently been used for preparation of porous metallic membranes. This work
focuses on characterization of the metallic membranes produced by this technique based on porosity,
oxide content, and the pore size distribution. The effect of atomizer air pressure and stand-off distance
on membrane properties is examined. According to the obtained results, stronger atomizer air pressure
leads to a decrease in both porosity and oxide content, while a longer stand-off distance promotes the
oxide content and only increases the porosity at the distances not longer than 30 cm. A prepared metallic
layer was set up in an experimental membrane cell as a permselective film for filtration of glucose
solution. Generally, the water flux was appropriate, and the prepared membranes was able to remove

glucose from water efficiently.

Keywords glucose, metallic membrane, porosity, thermal
spraying, wire arc spraying

1. Introduction

Thermal spray is commonly applied for depositing a
protective layer over the surfaces of industrial components
for increasing the resistance against corrosion, abrasive
wear, and high thermal shock (Ref 1-4). Other applica-
tions also extend to production of dielectric capacitors,
repairing existing parts, or even decorative arts. Recently,
Kulkarni et al. (Ref 5) used this technique for producing
an inorganic ceramic membrane as a catalyst in the con-
version of methane into synthesis gas (i.e., a mixture of
carbon monoxide and hydrogen). The ceramic membrane
was produced by plasma spraying technique and used for
gas separation process particularly at high temperature.
Membrane is a porous or nonporous layer that is able to
permeate materials selectively. Indeed, the layers pro-
duced by thermal spray technique are intrinsically porous.
Hence, this technique can potentially be used to produce
porous metallic and ceramic membranes.

Purification and enrichment of chemicals (raw mate-
rials and/or products) is an important part of the chemical
process. Therefore, the separation process is very critical
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in chemical and petrochemical industries. The common
methods for separation such as liquid-liquid extraction
and distillation consume large amount of energy.
“Membranes” have been used and developed in order
to save energy and cost. The nonmetallic membrane is
applied for water desalination and food processing and in
some cases emerges as a unique separation process in
pharmaceuticals (Ref 6). Leiknes et al. (Ref 7) have
investigated the feasibility and potential of using inor-
ganic metal microfiltration membranes with coagulation
pretreatment for producing potable water. The metal
membrane was also used for clarifying the rainwater due
to the high treatment efficiency of microorganisms and
particulates (Ref 8).

Metallic membranes can be prepared by electroplating,
electroless plating, chemical vapor deposition (CVD),
physical vapor deposition (PVD), and sintering processes
(Ref 9). Recently, the wire arc spraying has been used for
preparing porous stainless steel membrane (Ref 10). The
metallic membrane can be produced in disk and tube
shapes and various sizes (Ref 11).

Wire arc spraying is an inexpensive process to produce
a porous structure in a short time. This technique has been
used previously to produce metal layers as a membrane
for purifying water (Ref 10). In the present work we have
investigated the possibility of producing metallic mem-
branes by the economic technology of arc spraying for
concentration of glucose solution. The essential purpose of
this study is to investigate the effect of alterations in arc
spraying parameters such as stand-off distance and atom-
izer air pressure on prepared membrane characteristics.
This is achieved by relating the pores and metal oxide in
the prepared layer to the stand-off distance and atomizer
air pressure for evaluating membrane performance. The
filtration of glucose aqueous solution is examined using
prepared membranes.
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Fig. 1 Optical microscopy images of metallic membrane prepared at various stand-off distances: (a) 15 cm, (b) 30 cm, (c) 40 cm,
(d) 50 cm, (e) 65 cm

Table 1 Spraying conditions Table 2 Wire composition
Run Spray distance, Atomizer air Electric Wire  Voltage, Composition, wt.%
no. cm pressure, bar current, A feed, bar A%
C Si Mn S P Ctr Ni Mo Cu Fe
1 15+2 3.5 160 1.5 24
2 30+ 2 35 160 1.5 24 015 10 10 002 003 120 0.8 05 0.75 Balance
3 40 £ 2 35 160 1.5 24
4 50 £2 3.5 160 1.5 24
5 65 +2 3.5 160 L5 24 Table 2. The preparation method has been explained in
g 38 i % ig 128 %2 %i detail elsewhere (Ref 10). The deposited layers were
38 30 + 2 45 160 15 24 picked up and used as a membrane in separation glucose

from water. The membranes structure were examined

using image analysis as shown in Fig. 1. The optical

micrographs from as-sprayed and cross section of metal

2. Experimental Work layers were captured by Olympus GX71 and DP12 camera

(Olympus Co., Tokyo, Japan). The images were analyzed

Spraying was carried out as specified in Table 1. The by Olysia m3 computer program (Olympus Co., Tokyo,
composition of the stainless steel wire used is given in Japan).
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To verify the results obtained by image analysis, the
coating porosity was measured using the liquid immersion
technique. The deposited layers were immersed in iso-
propanol for 2 days without disintegrating into small pie-
ces. Isopropanol was selected due to its low surface
tension relative to water. In this way, any impurities are
removed from the metal structure, and then the specimen
was dried with hot air flow and weighed (W;). Then the
metal layer was immersed in isopropanol for 3 days. The
wet specimen was moved from alcohol, and its surface was
dried and weighed again (W,). Ultimately, the specimen
was dried by hot air flow for 30 min thoroughly, and
weighed for last time (W3). The value of W, — Wy or
W, — Wj is the alcohol weight that has diffused in inner
pores of metallic layer. The third weighing was performed
for certainty of W;. The void spaces in the membrane
structure and the resulting porosity can be calculated using
the weight and density of isopropanol and membrane.

The prepared membranes were set up in a dead-end
membrane cell for filtration test (Fig. 2). Figure 3 dem-
onstrates the parts of the used membrane cell in detail.

Glucose solution was made in distilled water with
concentration of 100 g/L. Glucose molecules have
dimensions in the nanometer range and dissolve in water
molecularly. They have no interaction with any compo-
nent in the water or the membrane. The water flux and
glucose rejection are the important properties in mem-
brane application and were investigated 3 h after setup.
Data were obtained performed every 30 min during the

Membrane

Gauge

Dead-end cell

Permeate

Pump
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Fig. 3 Details of dead-end membrane cell
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test. The water flux and glucose rejection were evaluated
based on:

V
Water flux (L/m*h) = -
ater flux (L/m”h) i
L G —-C
Glucose rejection (%) = % x 100
r

where V), is the volume of permeated water (L), A is
beneficial membrane surface area (m?), ¢ is duration time
for collecting permeated water (h), C, and C; are the
concentration of glucose in permeate and feed solution
(degrees Brix, or °Br), respectively.

3. Results and Discussion

3.1 Porosity

In the current work, a metallic membrane was prepared
by arc spraying process. The analysis of pores, oxide
content, and pore size distribution was used to clarify the
filtration capability of these metal layers. During a thermal
spraying process droplets are propelled and impacted onto
a solid substrate. The molten or semimolten metal drop-
lets spread and ultimately solidify during a splatting pro-
cess (Ref 12, 13). Accumulation of such splats forms a
porous metal layer or metallic membrane. In the splatting
process, the extent of material flow and heat-transfer rate
can control the properties of the prepared layers. The pore
formation can be elaborated based on three types of
parameters associated with the impact process. These
parameters are (i) extent of material flow and the rate of
heat transfer in splatting process, (ii) target behavior and
its contribution to splatting process, and (iii) the interac-
tion between splat and target, or interface property. The
first category of parameters is characterized by the splat
temperature, splat velocity, splat viscosity, and surface
tension of splat material. The second type of parameter,
which depends on target behavior, can be evaluated by the
effect of roughness, thermal conductivity, and tempera-
ture of the target. The interface property includes the
wettability and the conductivity of interface during splat-
ting process (Ref 14, 15). The architecture of pores and its
morphology is also an effective parameter in associating
the membrane performance of this thermal spray layers.
The interconnected pores or insulated pores that are to
some extent linked by networks of microcracks can
increase the permeability of metal layers.

The pore in a deposited layer is formed based on
unsuccessful connection of splats; this may be obtained
from (a) accumulation of the irregular lamellae,
(b) emerging of voids caused by the reduction of splat
temperature and gas solubility in molten metal, (c) splat
shrinkage during the solidification process, and (d) for-
mation by gas bubbles or the pockets that are trapped in
molten metal during atomizing process (Fig. 4). Thermal
stress and/or tensile quenching stress can be enhanced the
pore formation by incomplete intersplat connections or
intersplat cracks (Ref 5).
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Fig. 4 Scheme of various types of pores in sprayed layer
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Fig. 5 Effect of spray distance on porosity obtained by various
porosity measurement methods

Splashing can also increase the pores in deposited lay-
ers. Fox and Clyne (Ref 16) have described the effect of
stand-off distance on pores formation. They have used
yttria-stabilized zirconia (YSZ) as a barrier layer against
heat flow and unbeneficial gas permeability.

In this work, the effect of stand-off distance and
atomizing air pressure on permeability was investigated.
The permeability and selectivity of the produced layer was
evaluated by an experimental cell.

3.1.1 Effect of Stand-off Distance. In Table 1, Runs 1
to 6 refer to investigation of the stand-off distance on
prepared membrane properties. In a porous membrane,
the main purpose is increase of the porosity as much as
possible. Hence, the unusual stand-off distances, that is,
distances longer than 30 cm, were also investigated. The
image analysis result for pore measurement is demon-
strated in Fig. 5. It shows a maximum value of porosity
was obtained at a distance of ~40 cm. The captured
micrographs also clearly indicate this trend (Fig. 1).

In order to confirm the results of porosity measure-
ment and particularly for evaluating the interconnections
between pores, the diffusion of isopropanol was investi-
gated. The results indicate that both techniques verify
each other (see Fig. 5). Therefore, the spray distance of
~40 cm seems to be an optimum distance for obtaining the
highest porosity in metallic layers.
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Fig. 6 Effect of atomizer air pressure on porosity of sprayed
layers

The existing porosity as indicated in Sect 3.1 refers to
various sources (Fig. 4). By increasing the spray distance,
metal droplets have to travel through air for a long time
and type (d) pore formation mechanism or porosity source
could be more active. This leads to formation of layers
with more porosity. At a long stand-off distance, the
temperature of molten metal droplet is reduced and par-
tial solidification occurs. This allows splats to spread
inefficiently and leads to an increase of the void spaces
between splats. At distances longer than 40 cm, it seems
that the oxidation on surface of the droplets is fully
achieved. As the melting point of metal oxide is lower
than that of the parent metal, the existing oxide remains
for a long time in liquid state. Thus the molten metal oxide
has a potential to move during splatting process and fill
the void spaces. According to this mechanism, at long
stand-off distances, that is, more than 40 cm, the porosity
content in layers will ultimately be reduced (Fig. 5).

3.1.2 Effect of Atomizer Air Pressure. Runs 2,7, and 8
in Table 1 were performed to evaluate the effect of
atomizer air pressure on porosity of produced metal layer.
An increase of atomizer air pressure decreases the
porosity of the layers (Fig. 6). This may be attributed to
the increase of spraying intensity, which decreases the size
of molten metal droplets. By decreasing the particle size,
the trapped gas in particles is declined. This results in a
reduction of this type of pores in deposited layers.
According to Fig. 6, between tested atomizer air pres-
sures, three bars is the optimum atomizer air pressure for
producing the highest porosity in sprayed layers.

3.2 Oxide Content

An effective factor on metallic membrane performance
is the oxide content of prepared metal layers. This was
evaluated by image analyzing of captured micrographs.
The source of oxide formation in a thermal spray process
has been analyzed by many researchers (Ref 17-19). This
was divided into three different regions, see Fig. 7. In an
arc spray process the first region is focused on the hot tip
of electrodes, where the molten material is not disinte-
grated into the fine particles. Region II points out the free
jet of spray plume, and region III encompasses the surface
of recently deposited splats until it is covered by the
ensuing ones. The most important region in oxide for-
mation that is affected by the stand-off distance and
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Fig. 9 Effect of atomizer air pressure on oxide content of
sprayed layer

atomizer air pressure is region II. The oxide that is formed
in region II is concentrated on boundary layer of splats.

3.2.1 Effect of Stand-off Distance. Increasing the
stand-off distance increases the residence time of particles
in region II, and this provides a sufficient time for oxi-
dizing the surface of particles (Fig. 8). A similar trend is
also reported by other researchers (Ref 20, 21). Consid-
ering Fig. 8, the oxide content is not changed at stand-off
distances greater than 45 cm. This may be attributed to
the oxide formation over the surface of droplets. The
exterior surface is covered by metal oxide and has no bare
metal for oxidizing. Thus, the oxide content of sprayed
layer is not promoted over the distance of 45 cm.

3.2.2 Effect of Atomizer Air Pressure. Increase of
atomizer air pressure leads to great disintegration of the
particles. Fine particles obtained high velocity in traveling
through the region II. This decreases the residence time of
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Fig. 10 Water flux for the membrane prepared at various stand-
off distances during 3 h

Table 3 Pore size distribution in membranes prepared
at various stand-off distances

Spray distance, Average pore Max/min pore

Run no. cm size, pm size, pm
1 15+2 5.95 127/1.33
2 30+2 5.73 49/1.32
3 40 +£2 6.71 149/1.27
4 50 £2 5.73 99/1.27
5 65 +2 532 104/1.27

particles in region II, which allows less time for oxide
formation. Increasing the atomizer air pressure decreases
the droplet temperature considerably. In this way, the
oxide formation is also discouraged (see Fig. 9).

3.3 Pore Size Distribution

Pore size was evaluated by image analysis. The results
of pore size distribution are shown in Table 3. It shows
that the change in stand-off distance has no noticeable
effect on pore size distribution. The mean pore size at
spraying distance of 40 cm becomes the largest one. Also
the largest pore size is attributed to this stand-off distance.

3.4 Filtration Capability

According to Fig. 10, the layer that is produced at
distance of 40 cm provides the highest water flux. It is the
result of the high porosity. Considering Fig. 11, it can be
concluded that the membrane with pores smaller than a
critical pore size and low oxide content shows the highest
glucose rejection (i.e., the membrane prepared at 15 cm).
The capability of prepared layer in a membrane perfor-
mance is defined by sufficient water flux and appropriate
glucose rejection. Analyses of prepared layers elucidate
that this aim can be obtained where the layers have the
high porosity, small pore size, and the low oxide content.

4. Conclusions

In this study, wire arc spraying was used for preparing
the porous metallic membrane. The results indicated that
the porosity of metallic layers increases because of
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Fig. 11 Rejection of glucose for the membrane prepared at
various stand-off distances during 3 h

decreasing atomizer air pressure. However, an increase of
up to 40 cm in the stand-off distance increases the
porosity. The oxide content increases as a result of
increasing the stand-off distance and decreasing the
atomizer air pressure. This porous layer was applied as a
metallic membrane to separate glucose from aqueous
solution. According to the experimental results, the pre-
pared membrane was effectively permeable to water and
can remove glucose from water. The appropriate separa-
tion can be obtained by membrane with low oxide content
and high porosity and fine pores lower than a critical size.

References

1. F.J. Hermanek, What is Thermal Spray, International Thermal
Spray Association, 2000. www.thermalspray.org

2. B.S. Schorr, K.J. Stein, and A.R. Marder, Characterization of
Thermal Spray Coatings, Mater. Charact., 1999, 42, p 93-100

3. S. Sampath, X.Y. Jiang, J. Matejicek, L. Prchlik, A. Kulkarni, and
A. Vaidya, Role of Thermal Spray Processing Method on
the Microstructure, Residual Stress and Properties of Coatings:
An Integrated Study for Ni-5 wt.% Al Bond Coats, Mater. Sci.
Eng. A, 2004, 364, p 216-231

4. J. Kim, H. Yang, K. Baik, B.G. Seong, C. Lee, and S.Y. Hwang,
Development and Properties of Nanostructured Thermal Spray
Coatings, Curr. Appl. Phys., 2006, 6, p 1002-1006

5. A.A. Kulkarni, S. Sampath, A. Goland, H. Herman, A.J. Allen,
J. Ilavsky, W. Gong, and S. Gopalan, Plasma Spray Coatings for
Producing Next-Generation Supported Membranes, Top. Catal.,
2005, 32, p 241-249

524—Volume 18(4) December 2009

10.

11.

12.

13.

14.

15.

16.

17.

18.

19.

20.

21.

. S.P. Nunes and K.V. Peinemann, Membrane Technology in the

Chemical Industry, Wiley-VCH Verlag GmbH, Weinheim, Fed-
eral Republic of Germany, 2001

. T. Leiknes, H. Odegaard, and H. Myklebust, Removal of Natural

Organic Matter (NOM) in Drinking Water Treatment by
Coagulation-Microfiltration Using Metal Membranes, J. Mem-
brane Sci., 2004, 242, p 47-55

. R.H. Kim, S. Lee, and J.O. Kim, Application of a Metal Mem-

brane for Rainwater Utilization: Filtration Characteristics and
Membrane Fouling, Desalination, 2004, 177, p 121-132

. K. Asaka and N. Fujiwara, Electric Deformation Response of

Anion-Exchange Membrane/Gold Composites, Electrochim.
Acta, 2003, 48, p 3465-3471

S.S. Madaeni, M.E. Aalami-Aleagha, and P. Daraei, Preparation
and Characterization of Metallic Membrane Using Wire Arc
Spraying, J. Membrane Sci., 2008, 320, p 541-548

Z. Li and D. Stocker, Metallic Membranes, Technology & Ser-
vices, 2003. www.touchbriefings.com/pdf/21/cpi031_t_ GKN.PDF
I. Gedzevicius and A.V. Valiulis, Influence of the Particles
Velocity on the Arc Spraying Coating Adhesion, Mater. Sci.,
2003, 9, p 334-337

M. Raessi, J. Mostaghimi, and M. Bussmann, Effect of Surface
Roughness on Splat Shapes in the Plasma Spray Coating Process,
Thin Solid Films, 2006, 506-507, p 133-135

J.C. Fang, W.J. Xub, and Z.Y. Zhaoa, Arc Spray Forming,
J. Mater. Process. Technol., 2005, 164-165, p 1032-1037

R.S.C. Paredes, S.C. Amico, and A.S.C.M. d’Oliveira, The Effect
of Roughness and Pre-heating of the Substrate on the Morphol-
ogy of Aluminium Coatings Deposited by Thermal Spraying,
Surf. Coat. Technol., 2006, 200, p 3049-3055

A.C. Fox and T.W. Clyne, The Gas Permeability of Plasma
Sprayed Ceramic Coatings, Thermal Spray: A United Forum for
Scientific and Technological Advances, C.C. Berndt, Ed., ASM
International, Materials Park, OH, 1997, p 483-489

M.F. Smith, R.C. Dykhuizen, and R.A. Neiser, Oxidation in
HVOF-Sprayed Steel, Thermal Spray: A United Forum for Sci-
entific and Technological Advances (Materials Park, OH), ASM
International, 1997, p 885-893

A. Vardelle, P. Fauchais, and N.J. Themelis, Oxidation of Metal
Droplets in Plasma Sprays, Proceedings of the Eighth National
Thermal Spray Conference (Houston, TX), 1995, p 175-180
C.M. Hacket and G.S. Settles, Research on HVOF Gas
Shrouding for Coating Oxidation Control, Proceedings of the
Eighth National Thermal Spray Conference (Houston, TX), 1995,
p 21-29

A.P. Newbery and P.S. Grant, Oxidation During Electric Arc
Spray Forming of Steel, J. Mater. Process. Technol.,2006,178(1-3),
p 259-269

S. Deshpande, S. Sampath, and H. Zhang, Mechanisms of Oxi-
dation and Its Role in Microstructural Evolution of Metallic
Thermal Spray Coatings—Case Study for Ni-Al, Surf. Coat.
Technol., 2006, 200, p 5395-5406

Journal of Thermal Spray Technology


http://www.thermalspray.org
http://www.touchbriefings.com/pdf/21/cpi031_t_GKN.PDF

	Outline placeholder
	Abs1
	Sec1
	Sec2
	Sec3
	Sec4
	Sec5

	Sec7
	Sec8
	Sec9

	Sec10
	Sec11

	Sec12
	Bib1



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (None)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (ISO Coated v2 300% \050ECI\051)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.3
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJDFFile false
  /CreateJobTicket false
  /DefaultRenderingIntent /Perceptual
  /DetectBlends true
  /ColorConversionStrategy /sRGB
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /SyntheticBoldness 1.00
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 524288
  /LockDistillerParams true
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveEPSInfo true
  /PreserveHalftoneInfo false
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts false
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 150
  /ColorImageDepth -1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages false
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.76
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /ColorImageDict <<
    /QFactor 0.76
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 150
  /GrayImageDepth -1
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.76
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /GrayImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasMonoImages false
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 600
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputCondition ()
  /PDFXRegistryName (http://www.color.org?)
  /PDFXTrapped /False

  /Description <<
    /ENU <>
    /DEU <>
  >>
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [5952.756 8418.897]
>> setpagedevice


